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(57) Abstract 

The invention concerns a joint 
which is formed by gluing two objects 
(1, 2, 8, 9) together. Intermediate a 
tubular interconnection portion (3, 8a) of 
one (1, 8) of the objects, which portion 
is arranged to be threaded over the other 
object (2, 9), a delimited cavity (5, 10) is 
formed. From the exterior of the tubular 
interconnection portion (3, 8a) extends 
a first bore (6, 13) into the cavity (5, 
10). Glue may be forced into said cavity 
(5, 10) through said second bore in order 
to fill said cavity (5, 10) completely. 
In accordance with a method of forming 
a glue joint of this kind intermediate 
two objects (1, 2, 8, 9) a gap forming 
between the interconnection portion 
(3, 8a) of the first object (1, 8) and the 
second object (2, 9) upon interconnection 
of said objects, is closed so as to form a 

delimited cavity (5, 10) intermediate the objects (1, 2, 8, 9). Glue is forced through a bore (6, 13) drilled in said interconnection portion 
(3, 8a) for the purpose of filling said cavity (5, 10) completely. 
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GLUE JOINT AND A JOINT PRODUCTION METHOD 

The subject invention concerns a joint formed by 
gluing together two objects at least one of which 
5 comprises a tubular interconnection portion that may be 
threaded over a portion of the other object. 

The traditional manner of joining together objects by 
means of gluing is to initially apply glue on the relevant 
surfaces and thereafter to bring the objects into engaging 

10 contact. This is a simple and often satisfactory method. 
Problems arise, however, when the surfaces to be glued are 
located on a portion of the object that is intended to be 
threaded over or into another object. In this situation 
there is a risk that the glue will be shaved off as the 

15 objects are being assembled into nesting position, and it 
is often difficult to obtain a joint having a well defined 
thickness. Examples of applications when this kind of 
situation may arise are when tubes in tubular systems are 
to be interconnected or elements in framework construe- 

20 tions. 

When tubes in tubular systems are to be inter- 
connected the gluing method is often adopted when the 
tubes are made from a material that does not lend itself 
to welding, such as e.g. reinforced thermosetting plastic. 

25 In addition to the time-consuming laminating method, the 
method used today is based on preparing the tube end in 
such a manner that one end could be threaded over the 
other one. Glue is thereafter applied to the contacting 
surfaces of the ends to be interconnected, whereupon the 

30 two ends are joined together. The problems associated with 
this method is on the one hand that the glue may be 
scraped off the contacting surfaces during the very 
interconnection procedure and on the other that the 
mounting, from the preparatory steps up to the finished 

35 joint, is time-consuming. The first problem may result in 
a leaking joint with ensuing impaired durability. In 
addition, it is difficult to verify whether the glue joint 
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is intact or not- Furthermore, the method is far from 
satisfactory from a health point of view since the 
mounting staff run the risk of being exposed to high 
concentrations of hazardous substances during work. 
5 In the case of framework constructions the adoption 

of traditional gluing methods for the interconnection of 
structural elements could, if made possible, make the 
mounting more efficient and this is true with respect to 
both weldable and un-weldable materials. 

10 The subject invention is based on the realisation 

that a glue joint should be dimensioned so as to ensure 
that to the highest possible degree the load absorbed be 
in the form of shearing strain, i.e. that tensile stress, 
cleavage stress and split stress be minimized. The 

15 characteristic features of the joint in accordance with 
the invention are defined in the appended claims 1-3. 

The invention also concerns a method of forming a 
glue joint. The characteristic features of this method are 
set forth in the appended claims 4 and 5. 

20 The invention will be described in closer detail in 

the following with reference to the accompanying drawings, 
wherein 

Fig. 1 is a cross -sectional view through two objects 
chosen to explain the principle of the invention, and 

25 Fig. 2 is a cross-sectional view through a coupling 

member and a tube section when interconnected. 

The principle on which the glue joint in accordance 
with the invention is based is illustrated in Fig. 1, 
showing two objects 1 and 2 in the interconnected 

30 position. Object 1 is formed with a tubular or sleeve-like 
interconnection portion 3 adapted to be threaded over a 
part of the other object 2. With the aid of a seal 4, such 
as an 0-ring, a well defined cavity 5 is formed between 
the tubular interconnection portion 3 of object 1 and the 

35 object 2. Via a bore 6 the cavity 5 is in communication 
with the exterior of the object 1. To the bore 6 may be 
connected a source of pressurized medium, not shown, and a 
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supply of glue, such as e.g. a glue gun. From said glue 
supply glue is intended to be injected into the cavity 5 
when the two objects 1 and 2 have been moved into nesting 
relationship. The quality of the glue joint is ensured by 
5 the fact that the seal 4 prevents the glue from escaping 
from its intended location. 

On the opposite side from the bore 6, the tubular 
interconnection portion 3 of the object 1 preferably is 
provided with at least one additional bore 7, the latter 

10 primarily serving as a vent hole to facilitate complete 

filling-out of the cavity 5 with glue. However, the bore 7 
is advantageous also in the respect that it provides an 
indication that the cavity 5 is completely filled, since 
in this case glue leaks to the exterior from said bore 7. 

15 Fig. 2 shows an embodiment according to which both 

objects are tubular components 8 and 9. In this case 
object 8 could be assumed to be a mult i -branch coupling 
member to the branches of which tubes 9 may be connected 
at different angles. Like in the embodiment of Fig. 1, the 

20 cavity could be the gap forming between two objects 8 and 
9 after insertion of an object 9 having a smaller external 
diameter than the inner diameter of the interconnection 
portion 8a of the object 8. However, it is likewise 
possible to form a cavity 10 in the inner wall of the 

25 interconnection portion 8a of the object 8 by means of 
milling or by other methods, said cavity being delimited 
by means of seals 11, 12 on both sides of the cavity 10. 

Like in accordance with the embodiment of Fig. 1 a 
bore 13 is provided through which glue may be forced into 

30 the cavity 10. In accordance with this embodiment two 

bores 14, one on either side of the cavity 10, are drilled 
on the opposite side from that of bore 13. These bores 14 
serve the same purpose as bore 7 in accordance with Fig. 
1. 

35 In order to reduce the force necessary to press the 

glue about the object 9 and in order to ensure that all 
air leaves the cavity 10, the latter is preferably formed 
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with a centre depression as appears from Fig. 2, whereby 
the glue, while successively filling up the cavity 10, 
will reach the vent holes 14 last. The shape of the cavity 
10, the seals 11, 12 and the strategic positon of the vent 
5 holes 14 all contribute to ensuring that the cavity 10 is 
completely filled with glue when the latter penetrates to 
the exterior through the vent holes 14. 

The invention is not limited to the embodiments 
described and illustrated in the drawings but could be 
10 modified in a variety of ways within the scope of the 

appended claims. This is true as regards the configuration 
of the cavities 5, 10 as well as the number of bores 6, 13 
and 7, 14, respectively. Also the seals 4 and 11, 12 could 
be of a different nature. 


20 


25 


30 


35 
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CLAIMS 

1. A joint formed by gluing together two objects 
(1, 2, 8, 9) at least one (1, 8) of which comprises a 

5 tubular interconnection portion (3, 8a) that may be 
threaded over the other object (2, 9), charac- 
terized in that a delimited cavity (5, 10) is 
formed between said object (2, 9) and the tubular 
interconnection portion (3, 8a) of the first object 
10 (1, 8), and in that a first bore (6, 13) extends from 

the external face of said tubular interconnection portion 
(3, 8a) to said cavity, through which first bore (6, 13) 
glue may be forced into said cavity ( 5 , 10 ) . 

2. A joint as claimed in claim 1, charac- 

15 terized in that said cavity (5, 10) is delimited by 
means of stop means, preferably annular seals (4, 11, 12). 

3. A joint as claimed in any one of the preceding 
claims, characterized in that a second bore 
(7, 14) is provided on the tubular interconnection portion 

20 (3, 8a) on the opposite side from that of the first bore 
(6, 13), said second bore serving to allow escape of glue 
when the cavity (5, 10) is completely filled. 

4. A method of forming a joint in accordance with 
claim 1 by gluing together two objects (1, 2, 8, 9), at 

25 least one (1, 8) of which is tubular in the area of the 
interconnection portion (3, 8a) and is arranged to be 
threaded onto the other object (2, 9) by means of said 
portion (3, 8a), characterized by closing a 
gap formed between said tubular interconnection portion 

30 (3, 8a) and said other object (2, 9) as said tubular 

portion is being threaded onto the latter, for the purpose 
of creating a delimited cavity (5, 10) intermediate the 
objects (1, 2, 8, 9), and by forcing glue through a first 
bore (6, 13) formed in the tubular interconnection portion 

35 (3, 8a) for the purpose of filling out said cavity (5, 10) 
with glue. 
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5. A method as claimed in claim 4, wherein said 
tubular interconnection portion (3, 8a) is provided on its 
side opposite to said first bore (6, 13) with at least one 
second bore (7, 14), characterized in that 
5 glue is forced through said first bore (6, 13) in a 

sufficient amount to ensure that glue, once it has filled 
the cavity (5, 10), penetrates to the exterior through the 
second bore ( 7 , 14 ) . 

10 
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